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ASSEMBLY :MPM SHOULDER MECKANISM CRIT. FUNC: 1
P/N RI 1VOBZ=544600 _ CRIT. HDW: 1
P/H VENDOR: VEHICLE 102 103 104
QUANTITY :1 EFFECTIVITY: X X X
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ITEM:
JETTISON MECHANISM, MANIPULATOR POSITIONING MECHANTSEM (MPM) SHOULDER

FUNCTTONH:
MECHANIEM IS RELEASED BY PYRS RETRACTOR AND SERVES TO SEFARATE THE
MANIPULATOR FPOSITIONING MECHANISHM (MPM) /REMOTE MANIPFULATOR SYSTEM {RMS)
FROM THE BASE STRUCTURE.

FATIORE MODE:
. FAILS TQ FUNCTION

CAUSE (8} : -
FAILURE/DEFLECTION GF INTERNAL PART, CONTAMINATION/FOREIGN ORTECT/DEBAIS,
TEERMAL DISTORTION

EFFECTS ON:
(A} SUBSYSTEM (B)INTERFACES (C)MISSION (D)CREW/VEHTCLE

(A) LOSS OF FUNCTION OF JETTISON SYSTEM.

(B) POTENTIAL INABTILITY TO CLOSE FAYLOAD BAY (PLB) DOOR OUE TQ RMS
INTERFERENCE, -

{2) NONE.

{D) POSSIBLE 1OSS OF CREW/VEHICLE DUE TO RM3 INTERFERENCE WITH PAYLOAD
BAY DOQR CLOSURE.

DISPOSITION & RATTONALE:
(A}DESIGN (B} TEST {C}INSPECTION (D)FAILURE HISTORY (E) OPERATICONAL USE

(A} DESIGN :
COMPONENTS DESIGNED WITH STRUCTURAL FACTOR OF SAFETY OF 1.4 OR GREATER.

MECHANISHM REQUIREMENTS INCLUDE DUAL RETENTION OF ALL FASTENERS AND DUAL
ROTATION PROVISIONS FOR ALY, MOVING JOINTS.
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(E) TEST
GUALIFICATION TESTS: VIBRATICH 34 MIN/AXIS 4.5 OVERALL GRMS ~14 MIN/AXIS
3.6 OVERALL GRMS. TEMPERATURE 24 HOUR -100 DEG F, 24 ECUR +258 DEG F,
AND 9 HOUR AMBIENT. FOUR SYSTEM SEPARATION TESTS WERE PERFORMED.

ACCEPTANCE TESTS: ACCEPTANCE- BY INSPECTION DURING ASSEMBLY.

OMRAD: CROUND TURNAROUND INCILUDES VISUAL INSPECTION FOR EVIDENCE COF
STRUCTURAL/MECHANICAL DAMAGE PRIOR TO EACH FLIGHT.

(¢} INSPECTION

RECEIVING IRSPECTICN
MATERIAL AKD PROCESS CERTIFICATIONS ARE VERIFIED BY INSPECTION.

CONTAMINATION CONTROL
CORROSTON PROTECTION IS VERIFIED BY INSPECTION. HARDWARE IS ASSEMBLID IN
3k CLEAN ENVIRONMENT.

H

ASSEMBLY /INSTALIATION

TEREADED FASTENERS INSTALLED AND TORQUED PER SPECIFICATION ARE VERIFIED
BY INSFECTION. RIGGING OFERATIONS ARE PER DRAWING GENERAL NQTES AND TEST
MANUFACTURING ORDERS (TMO) AND ARE VERIFIED BY INSPECTION.

HONLCESTROCTIVE EVALIATION
PENETRANT INSPECTION IS VERIFIED BY INSPECTION.

CRITICAL PROCESSES -
HEAT TREAT PER SSESIFICATION AND DRY FIIM LUBE ARE VERIFIED BY
INSPECTICN.

HANDLING/PACKACING
HANDLING AND TACKACING REQUIREMENTS ARE VERIFIED BY INSPECTION

(D} PATLORE HISTCORY :
THERF HAVE BEEN NO ACCEPTANCE TEST, QUALIFICATION TEST, FIELD CR FLIGHT
FAILURES ASSOCTATED WITH THIS PAILURE MODE.

(E) OPERATIOHAL USE
THERE I8 CURRENTLY HO BACKUP PROCEDURE/EXTRAVEHICULAR ACTIVITY (EVA}
TECHNIQUE FOR THIS FAILURE MODE.




